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» 9x .250-20 UNC TAP THRU N NOTES:
)
[0d.010 ,DBIC] 1. WHEN MACHINING VACUUM PARTS, THE USE OF SILICONE,
AS REQUIRED SULPHUR-BASED CUTTING FLUIDS AND ABRASIVES IS
I~ PROHIBITED. USE EITHER TRIM SOL OR CIMCOOL 5 STAR 49 OR D
APPROVED EQUAL LUBRICANT.
2 343 THRU,
C'BORE 531, 1.00 DEEP 2. FOR COMPLETE SPECIFICATIONS ON MACHINING, CLEANING, VACUUM
! ! 1/ o010 Ap @ — REQUIREMENTS, TESTING AND DELIVERY PREPARATION, SEE
:?_ ——— - _? — - _?_ 4.010 A B ANL DOGUMENT #410201-00085,
3. FOR COMPLETE WELDING SPECIFICATIONS, SEE
2x 375-16 UNC TAP THRU ANL DOCUMENT #AMS 2685C.
)
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! ] 4. DIMENSIONS IN BRACKETS [ ] ARE MILLIMETERS AND FOR REF. ONLY,
1 1 1
! _—— —— —— i — — —_— = 5. HARDEN SURFACE SHOWN TO RC 56-58 -
.06 MIN. DEPTH. SURFACE HARDENING OF
ENTIRE PART IS PERMISSIBLE.
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